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PROBLEM TO BE SOLVED: To promptly " " ~ 3 

produce a tubular blanket for printing at a low 
cost. 

SOLUTION: A base sleeve 18 is moved in the 
arrow 5 direction while being rotated. A 
radiation curable polymer is spread on the base 
sleeve 18 by a liquid applicator 30. After that, 
the spread polymer is cured by using a radiation 
source 40 to form a compressible layer 1 6. 
After that, a printing layer 12 is formed on the 
cured compressible layer 1 6 to produce the 
tubular blanket 10 for printing. 
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CLAIMS 
[Claim(s)] 

[Claim 1] Equipment which manufactures the blanket for printing which has a base 
sleeve, the liquid applicator which sticks a radiation hardenability polymer on said 
base sleeve, and the radiation source which stiffens said radiation hardenability 
polymer. 

[Claim 2] Equipment according to claim 1 which forms said blanket for printing 
continuously. 

[Claim 3] Equipment according to claim 1 which has further the 2nd liquid 
applicator which sticks the 2nd polymer on said radiation-curing nature polymer. 
[Claim 4] Said radiation-curing nature polymer is equipment according to claim 1 
which is a compressible liquefied polymer. 

[Claim 5] Said radiation-curing nature polymer is equipment according to claim 1 
which is radiation-curing nature polyurethane. 

[Claim 6] Said radiation source is equipment according to claim 5 which is the 
ultraviolet-rays light source. 

[Claim 7] Said radiation source is equipment according to claim 1 which is one of 

the ultraviolet-rays light source and the sources of an electron ray. 

[Claim 8] Said base sleeve is pivotable equipment according to claim 1. 

[Claim 9] Said base sleeve is equipment according to claim 8 in which rectilinear 

motion is possible. 

[Claim 10] How to form the blanket for printing of the shape of tubing containing 
the step which arranges a radiation hardenability polymer on the base so that the 
layer of the blanket for printing may be formed, and the step which stiffens said 
radiation-curing nature polymer using a radiation source. 

[Claim 1 1] The approach according to claim 10 of including rotating said base 
further. 

[Claim 12] Said layer is the approach according to claim 10 of being a 
compressible layer. 

[Claim 13] The approach according to claim 12 of including further forming a 
printing layer on [ compressible / said ] a layer. 

[Claim 14] Said radiation-curing nature polymer is the approach according to 
claim 10 of being radiation-curing nature urethane. 

[Claim 15] Said radiation source is the approach according to claim 10 of being 
UV light source. 



[Claim 16] The blanket for printing which has the compressible layer which 
consists of a radiation hardenability polymer, and a printing layer. 
[Claim 17] The blanket for printing according to claim 16 which has a sleeve 
further under said compressible layer. 

[Claim 18] Said printing layer is an approach according to claim 16 which consists 
of a radiation-curing nature polymer. 

[Claim 19] Said radiation-curing nature polymer is the approach according to 
claim 16 of being UV hardenability urethane. 

[Claim 20] The method according to claim 1 6 of having a reinforcement layer 
further between said compressible layers and said printing layers. 
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DETAILED DESCRIPTION 

[Detailed Description of the Invention] 

[Field of the Invention] Especially this invention relates to the approach of 
manufacturing tubing-like the blanket for offset monotonous printing and, and it, 
about the blanket for offset printing. 

[Description of the Prior Art] The rolling-up paper offset press contains the 
printing cylinder and blanket drum which were usually supported so that it might 
rotate in a printing machine, and the impression cylinder. The printing cylinder 
holds the version which has the hard front face in which the image to print was 
formed. The blanket drum holds the blanket for printing which has the soft front 
face which contacts a version in the nip between a printing cylinder and a blanket 
drum. The rolling-up paper printed is moved through the nip between a blanket 
drum and an impression cylinder. Ink is applied to the front face of the version on 
a printing cylinder. The image by which ink attachment was carried out is taken 
over in the nip between a blanket drum and a printing cylinder by the blanket for 
printing, rolls round from the blanket for printing in the nip between a blanket drum 
and an impression cylinder, and is imprinted by paper. Impression cylinders may be 
other blanket drums printed on the background of rolling-up paper. The 
conventional blanket for printing is manufactured as a flat sheet. Such a blanket 
for printing twists this sheet around the surroundings of a blanket drum, and 
blanket tossing is equipped with it by attaching the edge of the both sides of this 
sheet in Mizouchi prolonged in shaft orientations in a blanket drum to a blanket 
drum. The edge of both sides where this sheet adjoins forms the gap prolonged in 
shaft orientations along the die-length direction of the blanket for printing. 
Whenever a blanket drum rotates, this gap moves through the nip between a 
blanket drum and a printing cylinder, and moves through the nip between a blanket 
drum and an impression cylinder similarly. When the first transition and the trailing 
edge of a gap in the blanket for printing move through the nip between a blanket 
drum and the drum which adjoins it, the pressure between a blanket drum and the 
drum which adjoins it can weaken, respectively, and is established. A pressure can 
weaken in a gap and the load of vibration and an impact is added to each drum 
and the whole printing machine by repeating being established. The load of such 
vibration and an impact has effect harmful to the quality of printing. For example, 
the pressure in the nip between a blanket drum and a printing cylinder can weaken 



with a gap, and when established, printing is performed in in the paper [ rolling- 
up ] it is moving through the nip between a blanket drum and an impression 
cylinder. A pressure can weaken [ a blanket drum, i.e., the blanket for printing, ] at 
this time, and however it may exercise by being established, the image which rolls 
round from the blanket for printing and is imprinted by paper by it may be soiled. 
Similarly, when the gap in the blanket for printing moves through the nip between 
a blanket drum and an impression cylinder, the image taken over in the nip of 
another side with the blanket for printing from a printing cylinder may be soiled. 
For the load of vibration caused by the gap in the blanket for printing, and an 
impact, the minimum which is not desirable had arisen at the rate which can be 
operated in the printing quality which can receive a printing machine. Responding 
to this fault in the conventional flat blanket, the grantee of this invention 
developed the tubing-like blanket drum for printing. The blanket for printing of the 
shape of tubing without these gaps is indicated by U.S. Pat. No. 5768990, No. 
5553541, No. 5440981, No. 5429048, No. 5323702, and No. 5304267. 
[Problem(s) to be Solved by the Invention] The approach of manufacturing the 
blanket for printing of the shape of tubing without the above-mentioned gap has 
the fault of manufacturing the blanket which has fixed die length in shaft 
orientations by the batch mode (namely, one at once). For a batch mode, a 
manufacturing cost becomes high, production time becomes long and the 
manufactured blanket becomes easy to become a different thing for every batch. 
The blanket for printing of the shape of tubing without a gap which is taken in by 
this specification and which these people were continuously manufactured by 
inheritance beam United States patent 09th / No. 472337, and was cut by the 
desired die length is indicated by by referring to here. While sticking the printing 
layer on the part formed before the sleeve by the printing stratification station, of 
the sleeve formation station, this sleeve and a printing layer continue forming the 
addition part of a sleeve, and are formed in "being continuous." The rolled tape or 
crosshead extruder is used for sticking various layers. The band-like moldings of 
the ingredient which is taken in by this specification and in which these people 
form various layers of a tubing-like the blanket for printing by inheritance beam 
United States patent 09th / No. 716696 is offered by referring to here. "A band- 
like moldings" is produced from the source of supply which is made to deposit a 
liquefied ingredient on the base which is rotated and carrying out rectilinear 
motion from the stationary source of supply, or is rotating liquid, when it is made 
to deposit on the base which is carrying out rectilinear motion. Thus, the 
continuous band-like object of a liquefied ingredient can be arranged on a base. 
Urethane is used in the process which fabricates a band-like object. Urethane is 
hardened after fixed time amount. Shaping of a band-like object is expensive, is 
complicated, and may require time amount for a forming cycle. 
[Means for Solving the Problem] This invention offers the equipment which 
manufactures the continuous blanket for printing which has a base sleeve, the 
liquid applicator which sticks a radiation hardenability polymer on said base sleeve, 
and the radiation source which stiffens said radiation hardenability polymer. By 
using a radiation, a radiation-curing nature polymer can be stiffened almost 
immediately. Therefore, according to the equipment of this invention, the blanket 



for printing is advantageously manufactured quickly from a cost top. Although a 
band-like moldings can be used also with the equipment of this invention, it is 
unnecessary. The equipment which sticks standard thin film like a blade, a roller, a 
nozzle, a spray, and an anilox roller can be used as a liquid applicator which sticks 
the film of a radiation-curing nature polymer. Then, it is desirable to stick the 2nd 
polymer on the stiffened polymer with the 2nd liquid applicator. As for a radiation- 
curing nature polymer, it is desirable that it is the liquefied polymer in which 
compression like the urethane which mixed a microsphere, a carbon dioxide, a 
foaming agent, or water is possible. A radiation-curing nature polymer is 
polyurethane and, as for the radiation source, it is desirable that it is the 
ultraviolet-rays light source. An electron ray may be used for stiffening a polymer. 
As for the equipment of this invention, it may be desirable that the slewing gear 
made to rotate a base sleeve is included, and this base sleeve and slewing gear 
may be the same as the base equipment used for forming a blanket in United 
States Patent specification 09th / No. 716696. The surface-finish machine of the 
arbitration which makes a front face smooth may be arranged after the radiation 
source between a liquid applicator and the radiation source along with a base 
sleeve. A base sleeve may be equipped with the cutting equipment which cuts a 
base sleeve, when you may form continuously, therefore a base sleeve reaches 
the desired die length. Base sleeves may be some completed blankets for printing, 
and may not be so. This invention also offers the approach of forming the blanket 
for printing of the shape of tubing containing the step which arranges a radiation- 
curing nature polymer, and the step which stiffens a radiation-curing nature 
polymer using a radiation source on a base sleeve. As for this approach, it is 
desirable to include to rotate a base sleeve further. A radiation-curing nature 
polymer is a compressible ingredient, and, as for this approach, it is desirable to 
include further to form on the ingredient which can compress a printing layer. 
Although the step to stiffen should just be till 5 seconds, it is desirable to carry 
out in several seconds. The step made smooth may be carried out by both of the 
step back to stiffen and a front. As for a radiation-curing layer and a printing 
layer, it is desirable to consist of urethane and to form a reinforcement layer 
between a compressible layer and a printing layer. As for a reinforcement layer, 
consisting of urethane is desirable similarly. As for a radiation-curing layer, it is 
desirable to consist of a carbon dioxide, air, or urethane foam formed by making 
other foaming agents foam within urethane. On the other hand, in order to give a 
compressible property, you may also embed a compressible microsphere in 
urethane. As for a reinforcement layer, it is desirable to consist of larger urethane 
of big durometer hardness than the 70 Shore A form hardness, and it is most 
desirable that it is 70 Shore D form hardness extent. As for a reinforcement layer, 
what is thinner than a compressible layer is desirable. As for a printing layer, it is 
desirable that durometer hardness consists of urethane smaller than the 90 Shore 
A form hardness, and it is most desirable that it is 60 Shore A form hardness 
extent. This invention also offers the blanket for printing containing the 
compressible layer which consists of a radiation hardenability polymer, and a 
printing layer. As for this blanket for printing, it is desirable that the sleeve which 
consists of a metal is included. This sleeve is continuously producible by twisting 



around the surroundings of the sleeve formation station turning around a 
metallicity tape. As for a printing layer, consisting of a radiation-curing nature 
polymer is desirable. As for a radiation-curing nature polymer, it is desirable that 
it is UV hardenability urethane. 

[Embodiment of the Invention] The equipment which manufactures the desirable 
tubing-like blanket 10 for printing which does not have the gap of the continuous 
process of the Taira version in drawin g 1 is shown. The vocabulary "a continuous 
process" shows that the blanket of the shape of unspecified tubing with the 
continuous die length of shaft orientations is produced according to this process 
about this. The sleeve formation station 20 forms or has the base sleeve 1 8. It is 
fixed to the sleeve formation station 20, or is attached by frictional force, the 
base sleeve 20 has the stable configuration in this case, and the base sleeve 18 
has stopped on the sleeve formation station 20. It passes in order for the layer 
deposited on a base sleeve 20 to flow out, namely, to form the blanket 10 for 
printing. Or base sleeves 18 are some actual blankets 10 for printing, and in this 
case, a sleeve 18 is cut, when it is formed continuously and the desired die length 
is reached in the edge of the sleeve formation station 20 as indicated by United 
States Patent specification 09th taken in by referring to / No. 716696. As for a 
base sleeve 1 8, it is desirable to make it rotate, to carry out rectilinear motion, 
and to form continuously. For example, the compressible layer 16 which consists 
of available ultraviolet-rays hardenability urethane commercially is stuck on a 
sleeve 18 from Bomar Specialties Company of Connecticut. This urethane can be 
stuck with the liquefied polymer applicator 30 which is in a liquefied condition, for 
example, is spray equipment, i.e., a liquid applicator. In order to give a 
compressible property, before sticking on radiation-curing nature urethane, it may 
mix in it beforehand, and a foaming agent, i.e., a carbon dioxide, may be made to 
foam in it after that. Boom hoisting of the stuck compressible layer 16 can be 
made small with the smoothing station 32, for example, a doctor blade, or planing 
equipment. Then, the compressible layer 16 is stiffened using the radiation source 
40, for example, UV light source. It can use for stiffening an electron ray or other 
radiations according to the class of hardening initiator in a polymer. Thus, the 
compressible layer 16 is stiffened so that the compressible layer of the blanket 10 
for printing may be formed. Then, in order to reduce a defect like boom hoisting 
for the 2nd smoothing station 36 and to make the compressible layer 1 6 smooth, 
the compressible layer 16 of urethane may be made to contact. The smoothing 
station 36 may be for example, polish equipment. The reinforcement layer 14 
( drawing 2 R> 2) may be made to deposit in the middle on [ compressible ] a layer 
16 for example, with liquid applicator equipment after polish equipment. As for the 
durometer hardness of the reinforcement layer 1 4 which may be urethane 
similarly, what is larger than the 70 Shore A form hardness is desirable, and it is 
desirable that it is 70 Shore D form hardness extent. Then, the printing layer 1 2 is 
formed on [ compressible ] a layer 16 by the liquid applicator 30 and the 2nd same 
liquid applicator 50. The urethane of the printing layer 1 2 may have the durometer 
hardness of for example, 60 Shore A form hardness extent. The deposited printing 
layer 12 forms a layer without a gap without a joint, when it hardens. If wished, 
you may use for correcting or reducing a defect like boom hoisting [ in / for a 



scraper planing equipment, and/or polish equipment / the printing layer 12 ]. The 
printing layer 12 and the reinforcement layer 14 ( drawin g 2 ) may consist of a 
radiation-curing nature polymer, and the radiation source may be established after 
each liquid applicator. It is cut by a rotation cutter or the saw, when the blanket 
10 for printing continues being moved in the direction of an arrow head 5 until it 
reached the desired die length and the desired die length is reached, once the 
printing layer 12 was completed. The sectional view of the blanket 10 for printing 
which has a base sleeve 18, the compressible layer 16, the reinforcement layer 14, 
and the printing layer 1 2 is shown in drawing 2 . Even if compression by approach 
like a well-known throat is possible for a compressible radiation hardenability 
polymer in the technical field concerned including being because a microsphere, a 
foaming agent, a frothing agent, or leaching being used, it is good. The example of 
such an approach is indicated by U.S. Pat. No. 5768990, No. 5553541, No. 
5440981, No. 5429048, No. 5323702, and No. 5304267. Vocabulary which is used in 
this specification and which is called a printing layer (print layer, or printing layer) 
has pointed out a polymer ingredient like urethane suitable for imprinting in the 
printing quality which rolls round an image from the version or other image support 
for lithography, and is required of paper or an ingredient sheet for each printing 
application. Although the desirable example of BURANKKETTO 10 for printing by 
this invention was shown as a thing containing the compressible layer 16, the 
reinforcement layer 14, and the printing layer 12, it should be understood that 
base sleeves 18 do not need to be some blankets 10 for printing. It should be 
understood that the blanket 1 0 for printing by this invention may contain two or 
more compressible layer 1 6, two or more base layers, or two or more 
reinforcement layers 14. Although it is desirable to form the reinforcement layer 
14 from urethane about the reinforcement layer 14, the reinforcement layer 14 
may be formed by twisting around the surroundings of a workpiece while 
manufacturing the tape of the ground or plastics, a code, or yarn. 
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DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

[Drawin g 1] It is drawing by this invention showing the equipment which 
manufactures tubing-like the blanket for printing. 

[ Drawin g 2] It is the sectional view of the blanket for printing by this invention. 

[Description of Notations] 

10 Blanket for Printing 

1 2 Printing Layer 

1 4 Reinforcement Layer 

1 6 Compressible Layer 

18 Base Sleeve 

20 Sleeve Formation Station 

30 50 Liquid applicator 

32 36 Smoothing station 

40 Radiation Source 
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DRAWINGS 
[Drawing 1] 




[Drawing 2] 
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1 7 of Patent Law 

[Section partition] The 4th partition of the 2nd section 
[Publication date] October 20, Heisei 17 (2005. 10.20) 

[Publication No.] JP,2003-39848,A (P2003-39848A) 

[Date of Publication] February 13, Heisei 15 (2003. 2.13) 

[Application number] Application for patent 2002-187737 (P2002-1 87737) 

[The 7th edition of International Patent Classification] 

B41N 10/00 
B41N 10/02 

[FI] 

B41N 10/00 
B41N 10/02 

[Procedure revision] 

[Filing Date] June 21, Heisei 17 (2005. 6.21) 
[Procedure amendment 1] 
[Document to be Amended] Specification 
[Item(s) to be Amended] Whole sentence 
[Method of Amendment] Modification 
[The contents of amendment] 
[Document Name] Specification 

[Title of the Invention] The equipment and the approach of manufacturing the 

blanket for printing 

[Claim(s)] 

[Claim 1] Equipment to which rectilinear motion of the base sleeve is carried out, 
The liquid applicator which sticks a radiation hardenability polymer on said base 
sleeve, 

The radiation source which stiffens said radiation-curing nature polymer, 

Equipment which manufactures the blanket for printing which ****. 

[Claim 2] Equipment according to claim 1 which forms said blanket for printing 



continuously. 

[Claim 3] Equipment according to claim 1 which has further the 2nd liquid 
applicator which sticks the 2nd polymer on said radiation-curing nature polymer. 
[Claim 4] Said radiation-curing nature polymer is equipment according to claim 1 
which is a compressible liquefied polymer. 

[Claim 5] Said radiation-curing nature polymer is equipment according to claim 1 
which is radiation-curing nature polyurethane. 

[Claim 6] Said radiation source is equipment according to claim 5 which is the 
ultraviolet-rays light source. 

[Claim 7] Said radiation source is equipment according to claim 1 which is one of 

the ultraviolet-rays light source and the sources of an electron ray. 

[Claim 8] Said base sleeve is pivotable equipment according to claim 1. 

[Claim 9] Equipment according to claim 1 which is located in the lower stream of a 

river of said radiation source which stiffens said base sleeve, and has further the 

cutter which cuts said base sleeve. 

[Claim 10] The step which arranges a radiation hardenability polymer on the base 
which is carrying out rectilinear motion so that the layer of the blanket for printing 
may be formed, 

The step which stiffens said radiation-curing nature polymer using the radiation 
source, 

How to form the blanket for printing of the shape of ****** and tubing. 
[Claim 1 1] The approach according to claim 10 of including rotating said base 
further. 

[Claim 12] Said layer is the approach according to claim 10 of being a 
compressible layer. 

[Claim 13] The approach according to claim 12 of including further forming a 
printing layer on [ compressible / said ] a layer. 

[Claim 14] Said radiation-curing nature polymer is the approach according to 
claim 10 of being radiation-curing nature urethane. 

[Claim 15] Said radiation source is the approach according to claim 10 of being 
UV light source. 

[Claim 16] The approach according to claim 10 of including further cutting said 
base to the desired die length on the lower stream of a river of said radiation 
source. 

[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] 

Especially this invention relates to the approach of manufacturing tubing-like the 
blanket for offset monotonous printing and, and it, about the blanket for offset 
printing. 
[0002] 

[Description of the Prior Art] 

The rolling-up paper offset press contains the printing cylinder and blanket drum 
which were usually supported so that it might rotate in a printing machine, and the 
impression cylinder. The printing cylinder holds the version which has the hard 
front face in which the image to print was formed. The blanket drum holds the 



blanket for printing which has the soft front face which contacts a version in the 
nip between a printing cylinder and a blanket drum. The rolling-up paper printed is 
moved through the nip between a blanket drum and an impression cylinder. Ink is 
applied to the front face of the version on a printing cylinder. The image by which 
ink attachment was carried out is taken over in the nip between a blanket drum 
and a printing cylinder by the blanket for printing, rolls round from the blanket for 
printing in the nip between a blanket drum and an impression cylinder, and is 
imprinted by paper. Impression cylinders may be other blanket drums printed on 
the background of rolling-up paper. 
[0003] 

The conventional blanket for printing is manufactured as a flat sheet. Such a 
blanket for printing twists this sheet around the surroundings of a blanket drum, 
and blanket tossing is equipped with it by attaching the edge of the both sides of 
this sheet in Mizouchi prolonged in shaft orientations in a blanket drum to a 
blanket drum. The edge of both sides where this sheet adjoins forms the gap 
prolonged in shaft orientations along the die-length direction of the blanket for 
printing. Whenever a blanket drum rotates, this gap moves through the nip 
between a blanket drum and a printing cylinder, and moves through the nip 
between a blanket drum and an impression cylinder similarly. 
[0004] 

When the first transition and the trailing edge of a gap in the blanket for printing 
move through the nip between a blanket drum and the drum which adjoins it, the 
pressure between a blanket drum and the drum which adjoins it can weaken, 
respectively, and is established. A pressure can weaken in a gap and the load of 
vibration and an impact is added to each drum and the whole printing machine by 
repeating being established. The load of such vibration and an impact has effect 
harmful to the quality of printing. For example, the pressure in the nip between a 
blanket drum and a printing cylinder can weaken with a gap, and when established, 
printing is performed in in the paper [ rolling-up ] it is moving through the nip 
between a blanket drum and an impression cylinder. A pressure can weaken [ a 
blanket drum, i.e., the blanket for printing, ] at this time, and however it may 
exercise by being established, the image which rolls round from the blanket for 
printing and is imprinted by paper by it may be soiled. Similarly, when the gap in 
the blanket for printing moves through the nip between a blanket drum and an 
impression cylinder, the image taken over in the nip of another side with the 
blanket for printing from a printing cylinder may be soiled. For the load of vibration 
caused by the gap in the blanket for printing, and an impact, the minimum which is 
not desirable had arisen at the rate which can be operated in the printing quality 
which can receive a printing machine. 
[0005] 

Responding to this fault in the conventional flat blanket, the grantee of this 
invention developed the tubing-like blanket drum for printing. The blanket for 
printing of the shape of tubing without these gaps is indicated by U.S. Pat. No. 
5768990, No. 5553541, No. 5440981, No. 5429048, No. 5323702, and No. 5304267. 
[0006] 

[Problem(s) to be Solved by the Invention] 



The approach of manufacturing the blanket for printing of the shape of tubing 
without the above-mentioned gap has the fault of manufacturing the blanket 
which has fixed die length in shaft orientations by the batch mode (namely, one at 
once). For a batch mode, a manufacturing cost becomes high, production time 
becomes long and the manufactured blanket becomes easy to become a different 
thing for every batch. 
[0007] 

The blanket for printing of the shape of tubing without a gap which is taken in by 
this specification and which these people were continuously manufactured by 
inheritance beam United States patent 09th / No. 472337, and was cut by the 
desired die length is indicated by by referring to here. While sticking the printing 
layer on the part formed before the sleeve by the printing stratification station, of 
the sleeve formation station, this sleeve and a printing layer continue forming the 
addition part of a sleeve, and are formed in "being continuous. " The rolled tape or 
crosshead extruder is used for sticking various layers. 
[0008] 

The bandHike moldings of the ingredient which is taken in by this specification 
and in which these people form various layers of a tubing-like the blanket for 
printing by inheritance beam United States patent 09th / No. 716696 is offered by 
referring to here. "A band-like moldings" is produced from the source of supply 
which is made to deposit a liquefied ingredient on the base which is rotated and 
carrying out rectilinear motion from the stationary source of supply, or is rotating 
liquid, when it is made to deposit on the base which is carrying out rectilinear 
motion. Thus, the continuous band-like object of a liquefied ingredient can be 
arranged on a base. Urethane is used in the process which fabricates a band-like 
object. Urethane is hardened after fixed time amount. 
[0009] 

Shaping of a band-like object is expensive, is complicated, and may require time 

amount for a forming cycle. 

[0010] 

[Means for Solving the Problem] 

This invention offers the equipment which manufactures the continuous blanket 
for printing which has the equipment to which rectilinear motion of the base 
sleeve is carried out, the liquid applicator which sticks a radiation hardenability 
polymer on said base sleeve, and the radiation source which stiffens said radiation 
hardenability polymer. 
[0011] 

By using a radiation, a radiation-curing nature polymer can be stiffened almost 
immediately. Therefore, according to the equipment of this invention, the blanket 
for printing is advantageously manufactured quickly from a cost top. Although a 
band-like moldings can be used also with the equipment of this invention, it is 
unnecessary. The equipment which sticks standard thin film like a blade, a roller, a 
nozzle, a spray, and an anilox roller can be used as a liquid applicator which sticks 
the film of a radiation-curing nature polymer. 
[0012] 

Then, it is desirable to stick the 2nd polymer on the stiffened polymer with the 



2nd liquid applicator. As for a radiation-curing nature polymer, it is desirable that 
it is the liquefied polymer in which compression like the urethane which mixed a 
microsphere, a carbon dioxide, a foaming agent, or water is possible. 
[0013] 

A radiation-curing nature polymer is polyurethane and, as for the radiation source, 
it is desirable that it is the ultraviolet-rays light source. An electron ray may be 
used for stiffening a polymer. 
[0014] 

As for the equipment of this invention, it may be desirable that the slewing gear 
made to rotate a base sleeve is included, and this base sleeve and slewing gear 
may be the same as the base equipment used for forming a blanket in United 
States Patent specification 09th / No. 716696. 
[0015] 

The surface^finish machine of the arbitration which makes a front face smooth 
may be arranged between a liquid applicator and the radiation source and after the 
radiation source along with a base sleeve. 
[0016] 

A base sleeve may be equipped with the cutting equipment which cuts a base 
sleeve, when you may form continuously, therefore a base sleeve reaches the 
desired die length. 
[001 7] 

Base sleeves may be some completed blankets for printing, and may not be so. 
[0018] 

This invention also offers the approach of forming the blanket for printing of the 
shape of tubing containing the step which arranges a radiation-curing nature 
polymer, and the step which stiffens a radiation-curing nature polymer using a 
radiation source on the base sleeve which is carrying out rectilinear motion. 
[0019] 

As for this approach, it is desirable to include to rotate a base sleeve further. 
[0020] 

A radiation-curing nature polymer is a compressible ingredient, and, as for this 
approach, it is desirable to include further to form on the ingredient which can 
compress a printing layer. 
[0021] 

Although the step to stiffen should just be till 5 seconds, it is desirable to carry 

out in several seconds. 

[0022] 

The step made smooth may be carried out by both of the step back to stiffen and 

a front. 

[0023] 

As for a radiation-curing layer and a printing layer, it is desirable to consist of 
urethane and to form a reinforcement layer between a compressible layer and a 
printing layer. As for a reinforcement layer, consisting of urethane is desirable 
similarly. 
[0024] 

As for a radiation-curing layer, it is desirable to consist of a carbon dioxide, air, or 



urethane foam formed by making other foaming agents foam within urethane. On 
the other hand, in order to give a compressible property, you may also embed a 
compressible microsphere in urethane. 
[0025] 

As for a reinforcement layer, it is desirable to consist of larger urethane of big 
durometer hardness than the 70 Shore A form hardness, and it is most desirable 
that it is 70 Shore D form hardness extent. As for a reinforcement layer, what is 
thinner than a compressible layer is desirable. 
[0026] 

As for a printing layer, it is desirable that durometer hardness consists of 
urethane smaller than the 90 Shore A form hardness, and it is most desirable that 
it is 60 Shore A form hardness extent. 
[0027] 

This invention also offers the blanket for printing containing the compressible 
layer which consists of a radiation hardenability polymer, and a printing layer. 
[0028] 

As for this blanket for printing, it is desirable that the sleeve which consists of a 
metal is included. This sleeve is continuously producible by twisting around the 
surroundings of the sleeve formation station turning around a metallicity tape. 
[0029] 

As for a printing layer, consisting of a radiation-curing nature polymer is desirable. 
[0030] 

As for a radiation-curing nature polymer, it is desirable that it is UV hardenability 

urethane. 

[0031] 

[Embodiment of the Invention] 

The equipment which manufactures the desirable tubing-like blanket 10 for 
printing which does not have the gap of the continuous process of the Taira 
version in drawing 1 is shown. The vocabulary "a continuous process" shows that 
the blanket of the shape of unspecified tubing with the continuous die length of 
shaft orientations is produced according to this process about this. 
[0032] 

The sleeve formation station 20 forms or has the base sleeve 18. It is fixed to the 
sleeve formation station 20, or is attached by frictional force, the base sleeve 20 
has the stable configuration in this case, and the base sleeve 18 has stopped on 
the sleeve formation station 20. It passes in order for the layer deposited on a 
base sleeve 20 to flow out, namely, to form the blanket 10 for printing. Or base 
sleeves 18 are some actual blankets 10 for printing, and in this case, a sleeve 18 
is cut, when it is formed continuously and the desired die length is reached in the 
edge of the sleeve formation station 20 as indicated by United States Patent 
specification 09th taken in by referring to / No. 716696. As for a base sleeve 18, it 
is desirable to make it rotate, to carry out rectilinear motion, and to form 
continuously. 
[0033] 

For example, the compressible layer 16 which consists of available ultraviolet-rays 



hardenability urethane commercially is stuck on a sleeve 18 from Bomar 
Specialties Company of Connecticut. This urethane can be stuck with the 
liquefied polymer applicator 30 which is in a liquefied condition, for example, is 
spray equipment, i.e., a liquid applicator. In order to give a compressible property, 
before sticking on radiation-curing nature urethane, it may mix in it beforehand, 
and a foaming agent, i.e., a carbon dioxide, may be made to foam in it after that. 
[0034] 

Boom hoisting of the stuck compressible layer 16 can be made small with the 
smoothing station 32, for example, a doctor blade, or planing equipment. 
[0035] 

Then, the compressible layer 16 is stiffened using the radiation source 40, for 
example, UV light source. It can use for stiffening an electron ray or other 
radiations according to the class of hardening initiator in a polymer. Thus, the 
compressible layer 16 is stiffened so that the compressible layer of the blanket 10 
for printing may be formed. 
[0036] 

Then, in order to reduce a defect like boom hoisting for the 2nd smoothing station 
36 and to make the compressible layer 16 smooth, the compressible layer 16 of 
urethane may be made to contact. The smoothing station 36 may be for example, 
polish equipment. 
[0037] 

The reinforcement layer 14 (drawing 2) may be made to deposit in the middle on 
[ compressible ] a layer 16 for example, with liquid applicator equipment after 
polish equipment. As for the durometer hardness of the reinforcement layer 1 4 
which may be urethane similarly, what is larger than the 70 Shore A form hardness 
is desirable, and it is desirable that it is 70 Shore D form hardness extent. 
[0038] 

Then, the printing layer 12 is formed on [ compressible ] a layer 16 by the liquid 
applicator 30 and the 2nd same liquid applicator 50. The urethane of the printing 
layer 1 2 may have the durometer hardness of for example, 60 Shore A form 
hardness extent. The deposited printing layer 1 2 forms a layer without a gap 
without a joint, when it hardens. If wished, you may use for correcting or reducing 
a defect like boom hoisting [ in / for a scraper planing equipment, and/or polish 
equipment / the printing layer 12 ]. The printing layer 12 and the reinforcement 
layer 14 (drawing 2) may consist of a radiation-curing nature polymer, and the 
radiation source may be established after each liquid applicator. 
[0039] 

It is cut by a rotation cutter or the saw, when the blanket 1 0 for printing 
continues being moved in the direction of an arrow head 5 until it reached the 
desired die length and the desired die length is reached, once the printing layer 12 
was completed. 
[0040] 

The sectional view of the blanket 10 for printing which has a base sleeve 18, the 
compressible layer 16, the reinforcement layer 14, and the printing layer 12 is 
shown in drawing 2. 
[0041] 



Even if compression by approach like a well-known throat is possible for a 
compressible radiation hardenability polymer in the technical field concerned 
including being because a microsphere, a foaming agent, a frothing agent, or 
leaching being used, it is good. The example of such an approach is indicated by 
U.S. Pat. No. 5768990, No. 5553541, No. 5440981, No. 5429048, No. 5323702, and 
No. 5304267. 
[0042] 

Vocabulary which is used in this specification and which is called a printing layer 
(print layer, or printing layer) has pointed out a polymer ingredient like urethane 
suitable for imprinting in the printing quality which rolls round an image from the 
version or other image support for lithography, and is required of paper or an 
ingredient sheet for each printing application. 
[0043] 

Although the desirable example of BURANKKETTO 10 for printing by this 
invention was shown as a thing containing the compressible layer 16, the 
reinforcement layer 14, and the printing layer 12, it should be understood that 
base sleeves 18 do not need to be some blankets 10 for printing. 
[0044] 

It should be understood that the blanket 10 for printing by this invention may 
contain two or more compressible layer 1 6, two or more base layers, or two or 
more reinforcement layers 14. 
[0045] 

Although it is desirable to form the reinforcement layer 1 4 from urethane about 
the reinforcement layer 14, the reinforcement layer 14 may be formed by twisting 
around the surroundings of a workpiece while manufacturing the tape of the 
ground or plastics, a code, or yarn. 
[Brief Description of the Drawings] 
[Drawing 1] 

It is drawing by this invention showing the equipment which manufactures tubing- 
like the blanket for printing. 
[Drawing 2] 

It is the sectional view of the blanket for printing by this invention. 

[Description of Notations] 

10 Blanket for Printing 

1 2 Printing Layer 

14 Reinforcement Layer 

16 Compressible Layer 

18 Base Sleeve 

20 Sleeve Formation Station 

30 50 Liquid applicator 

32 36 Smoothing station 

40 Radiation Source 
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